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The work is placed on the machine table and clamped lightly and the
spindle head is adjusted until it is approximately at the right height. A
boring bar is then passed through the work and is inserted into the
spindle. By means of a piece of plasticene a pin or needle is attached to
the bar and its end is made to coincide with one point of the scribed
circle on the end of the work. Rotation of the bar then shows whether
that circle is concentric with the axis of the spindle and if it is not the
spindle head is adjusted vertically and the work table horizontally until
concentricity is obtained at both ends of the work. The pin and plasti-
cene are commonly referred to as the " sticky pin." To get the dimension
h accurate an end gauge may be used between the surface of the work
table and the underneath of the boring-bar, the size of gauge being
selected in conjunction with the diameter of the bar. Similar means can
sometimes be used for the cross-setting of the work if a suitable side face
is available on the work. Having got the work set properly it is firmly
clamped down and the cross-adjustment of the work table is locked, if a
locking device is provided. The spindle head is also locked to the column.
A cutter is inserted into the boring bar which is rotated at a suitable
speed. The spindle may then be fed axiaily until the cutter has passed
right through the work or, alternatively, the feed may be obtained by
traversing the work table. The result will be a hole whose diameter
will depend on the setting of the cutter in the bar.

Boring-Bar Cutters. These are of two main types, single-ended and
doubled-ended; they are made from round or rectangular section tool
steel and fit into correspondingly shaped holes in the boring bar, being
secured by set-screws or by more elaborate means. The double-ended
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cutters must, of course, be made to the size of the hole to be bored and
are usually ground to that size while in place in the boring bar, the grinding
being done in a cutter grinder so that the proper amount of relief can be
given to the cutting edges. The single-ended cutters can be adjusted by
tapping them in or out with a hammer, a crude but effective method ;
elaborate boring bars with cutters that can be adjusted by means of